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without skilled professional assistance. 



TABLE OF CONTENTS 



Procedure page 

Step# 1 Receiver preparation 3 

Step#2 Stamping the bottom of your receiver 4 

Step#2A Alignment Kit; parts required 4 

Step#2B-I thru 3 Stamping the bottom of your receiver 5 

Step#2B-4, 5 & 6 Stamping the bottom of your receiver 6 

Step#3 Front hand guard post, rear hand guard 8 

post and trigger housing lug (installation) 

Step#3A Installation of the expansion block/heat sink 8 

Stcp#3B 1 thru 6 Front hand guard post; rear hand guard post 9 & 10 

and the trigger housing lug 
(installation, securing & welding) 

Step#4 Trunnion, front sight base and feed ramp 1 1 

Installation & Welding 

Step#4A Prepare Receiver for Step#4B 1 1 

Step#4B Correct insertion of the parts 12 

Step#4C Placement & securing parts for welding 12 

Step#4D Correct placement of feed ramp 1 3 

Step#4E Alignment bar and rear alignment jig 1 3 

Step#4F Welding the installed parts 14 

Step#5A thru #5F Bolt guide bar -installation and welding 15 

Step#5G Pre weld bolt check 17 

Stef>#5H Welding the guide bar 18 



RECEIVER ALIGNMENT KIT & RECEIVER PARTS KIT 

INSTALLATION INSTRUCTIONS 

Thank you for your recent purchase of our Receiver Alignment Kit and/or Receiver Parts Kit. This means that you have 
already purchased or that you intend to purchase a Group Industries UZI style receiver or other equivalent receiver. 

These instructions are exclusively for the application and use of this Receiver Alignment Kit to install D & D, 

manufactured receiver parts on properly milled Group Industries Receivers. 

You have made a wise choice that will save you hours of work. It would be difftcult. if not impossible, to complete your 
receiver without this alignment kit. This kit will permit you to complete your receiver, with precision, in a fashion that will 
be virtually ickntical to an I Ml UZI model A or B carbi ne. 

$TEP#i: RECEIVER PREPARATION: I'his literature does not deal witli the niaehinin^ or 
milling of your receiver. 

The Group Industries receivers are not finished and require substantial pre-assembly milling and machining. 

You must first prepare your receiver or have it prepared by finishing the milling not completed by Group Industries. 



MILLED (Group Industries) RECEIVER 

(Finished and ready to install receiver parts) 

Here are illustrations of four views of the finished receiver after final milling and processing. 




TOP VIEW 




BOTTOM VIEW 



STEP #2: STAMPING THE BOTTOM OF YOUR RECEIVER: 

This creates the pocket that holds the front end of your fire control in place on the receiver. 



You must first stamp the pocket that receives and secures the front projection of the fire control 
assembly. 



Follow the instructions and illustrations below: 

Step #2-A 

Remove the four parts shown in the illustration below from your alignment kit. 



1 . Stamping die alignment bar. (Aligns receiver and die) 

2. Female stamping die. 

3. Male stamping die. 

4. Support block for rear of receiver while stamping. 



GROUP INDUSTRIES RECEIVER 





Step#2-B 

1. Take the die alignment bar (#1 above), and insert it into the slot in the female die (#2 above):.. 
See illustration below: 





Step #2-B continued: 

2. Place Receiver and the female die with the insert installed on the table as shown in the illustration 
Step #2-B figure I & 2 below: 



Place the receiver rear suppon bar (Item #4 from Step # 2-A on page 5) on the table as shown in the 
illustration Step#2-B figure 3 below): 




Step #2-B figure 3 




Step #2-B figure 2 




Place the receiver on top of the die with the bottom down. Orient the die and the receiver precisely 
like the illustration below. Slide the die alignment bar up through the slot in the receiver exactly as 
shown in the illustration below: 




4. The narrow side of the female die must be at the front of the receiver: 








4. Take the male stamping die ( item #3 page 5)and insert it in front of the stamping die alignment 

bar exactly as pictured below: The beveled bottom goes down. 

I 




5. In order to complete your stamping, you must insert this conhguration into a shop press anc 
the male die down until it presses the bottom of the receiver to the surface of the female die, A six 

(6) to twelve (12) ton shop press is more than adequate to complete your stamping. KFKP lllh 
Dir: VhK I ICAL HILF S I AMPlNCi Shop presses ha\e a lendcncs to shift to one Mile while 
siampine Shim the 'deles it necessarv 



press 



If a shop press is not available, it is possible to press your receiver with a huge vise. 

6. After you finish stamping your receiver in accordance with these directions, the bottom will look 
like this: (See Illustration below) 

Bottom view Side view 





This area, around the rear hand guard post hole, may recess 
you may choose to tap it back out from the inside. It does nt 
slight space between the hand guard post and the receiver. 



The finished stamping is indistinguishable from an original UZI stamping if these instructions are 
followed precisely. 





STEP#3: FRONT HAND GUARD POST, REAR HAND GUARD POST AND TRIGGER HOUS- 
ING LUG; Installation and welding: 

Complete Step #3A before proceeding to Step #3-B 

STEP #3-A INSTALL THE EXPANSION BLOCK/ ( HEAT SINK) PRIOR TO BEGINNING 

STEP #3-B 

This helps prevent the receiver from shrinking during welding in step #3B5. Very good heat control is 
critical in the next stage of welding. You must keep the heat to a minimum or the receiver can shrink 
too small to permit the bolt to slide freely. See Items 1, 2 & 3 and Illustration #3 A figures 1, 2 & 3 
below for the parts and tools required. 

1. Clamp Illustration #3 A-figures U2 &3 

2. Expansion block 

3 Receiver i 




3. 




Place the block as close to the slots for the trigger housing lug as possible without interfering with the 
placement of or the welding of the trigger housing lug. (See Illustration #3-A-l below) 

Leave a small amount of the ejector slot showing. This allows the trigger housing lug to come as far 
forward as possible, 



Step #3B: Front band guard post, rear hand guard post and the trigger housing lug; Jnstallatioitf 
securing and welding: Step #^A must be completed and left in place until all of Step is etimpleted: 



Select the following parts listed and numbered below from your kit: 



1 . Front hand guard post 

2. Rear hand guard post 

3. Trigger housing lug 

4. Nail ( #8 penny); not inc. 

5. Milled and stamped receiver: 

6. Tlirec pieces of tie wire 

8** long (not shown); not inc. 





Follow the Illustrations below: #3B1 thru #3B6 



B. 



1. Insert the above listed parts, #1 thru #4, as shown below in Illustration #3B I and #3B2, and in 
Illustration #3B3 and #3B4 on page ICh 

3 L Secure the parts into the slots by tying into place with the tie wire specified: 

b. The front hand guard post or bayonet lug must be flush with the front of the receiver. 

c. If the receiver is milled correctly, the slot is correctly placed without milling or filing. 

d. Insert the rear hand guard post; then insert the nail to visually ascertain that the hole is aligned 
perpendicular (90 degrees) to the sides of the receiver. 

e. Remove the nail and secure the post through the hole with the tie wire if required. 

f. Be sure that the trigger bousing lug is pushed as far forward as possible. In most cases, the slots 
are correctly positioned from front to back without filing. Be sure that they are centered from 




illustration 3B2. 




Sight down the bottom of the receiver to be sure that the three parts are FLAT, PRESSED IN 

COMPLETELY & LEVEL (from left to right and front to back). I’he parts must also be perfectly 

parallel to the receiver. Visually sight from the front to the rear and from the rear to the front as 
shown in Illustration #3B3 and #3B4 below: 



Illustration #3B3 




Illustration 3B4 




\ ’ 

After inserting. leveling and visually aligning these three parts you are ready to weld all thrce parts 
from the top. The finished product will look like #3B5 and #3B6 below: 



The alignment must be done visually. You must carefully visually align and level the parts by sight. 
The dimension s measuied Ironi the center <4 the Ironi h;ind yuaixl j>osi are specified below. The center 
of th front hand guard post hole is the reference point for all these measurements. 

Illustration #3B5 




This dimcn.sion may vary suhsian- 
lially duo variations in iho ori^jt- 
nal 0,1 . stampings. The rt'ar sight 
oars should be maintained at L.V’ in 
order to match the a*ar sight base di- 
mensions. The dimensions listed am 
important. Maintaining the listed 
dimensions nia> cause this dimen- 
sum and the overall length to vary 
suhstantiully. This should noi alTcel 
the proper operation. 



5,172" -K)r-.OIO 






3.0" +or - .010" 



c 



4.035" +or • .005*' 



c 



c 



These dimensions are not to scale: They reflect precise measurements from working G.l. and model 
A style carbines. They are included only as a reference to assist you in your assembly. 

Illustration #3B6 





STEP #4: Trunnion, front sight base and feed ramp; Installation & Weldingz 



Follow the instructions and illustrations below: 



First remove the following list of parts from your kits: Alignment Kit (Illustration #4A figure 1 & 2): 
and the Receiver Parts Kit: (Illustration #4A-figures 1, 2 & 3 

figure 1 

Alignment Kit : 

lllusiranon #4 rii!ure I iV 2 

w 




1 . Alignment guide bar 

2. Rear alignment jig: 




Receiver Parts Kit:: IIlu>iniiion #4 A liiiurc ! .2 3 



1 . Front sight base: 

2. F^d ramp: 

3. Trunnion: 



figure 1 




figure 2 




figure 3 




You will require three C clamps. 



2*' long by 1.5” wide or similar size: 






Step #4- A Requires that your receiver have Step #3 completed: 

1. Grind and polish the welds smooth before proceeding to step #4. It is not necessary to 
grind the front hand guard weld as it is under the trunnion and does not interfere with the 
assembly. 




Step #4 B: Insert the trunnion and front sight base; follow Illustration #4-B-figures 1 & 2; 

I. Insert the sight base and trunnion at the same time: 




Step #4 C: Clamp the sight base into place; place the 1st clamp at the bottom of the front sight base. 
See Illustration #4-C-figures I, 2. 3 & 4 below: 



1 . Press the sight base firmly and flat onto the top of the trunnion. 

(a). Simultaneously hold the trunnion in place while installing the first rlnp'^p ^ 

2. Make certain that the_Qot£h on the front sight base is aligned with the notch in the trunnion. 

The notch on the trunnion is slightly wider than the notch in the sight base to be certain that 
there is clearance for the barrel retaining latch to slide in freely. See Illustration #4C-figure 3. 

3. The rear of the sight base must be flush and sejuare on lop of the trunnion. See #4C*figure 4 

4. liLsiirtlhal the sight base is set praperh: If necessary, temporarily use a clamp to gently press the 
sight base down from the top alter installing the first clamp. Refer to Illustration #4-C figure 4 
below and Illustration #4F figure 2 on page 14 for correct height dimensions. Rermn e this clamp 
before welding. Then "iiiNcii amt ivTn»»\c “ the barrel retaining latch into the notch before welding. 
This checks to make sure you hayen’t over compressed the sight base or compressed it at an angle. 
_I£.the notch is too tight, you may have to file the opening a slight amount. 

5. Place the second clamp on the sight base into the place shown: See Illustiation U4C- figure 2,3 & 4. 
(a). This insures that the receiver sides and the upper sight base are in close contact prior to welding. 

' ' ^ccoikI clamp 

figure I Illustration #4C figure ^ 
lirst clamp ® 




111 si clamp 













figure 3 



sect > 



nd clan 





Measurement from 
Top of trunion to the 
top of the sight base 

0770 ’^ 



Step #4-D Remove the feed ramp from your Kit: See illustration #4-figure 2 page 1 ! 



Slide the feed ramp into place: See item #I and #4D-figurc 1 below: 

1 . Feed ramp: figure 1 




2. Install the feed ramp exactly as shown in figure 1 above: 

a. The feed ramp should be flush with or about 1A32” forward of the magazine hole. 

This allows the end of the barrel to protrude past the edge of the feed ramp by about 1/32*^ to 
1/16”. Soc #41) fiyiirL* 2 aNive: 

3. The barrel must be insetted to be certain that it protrudes past the feed ramp before welding. 

(a) Make any necessary adjustment at this time and remove the toiel for the next step. 



Step #4£ Insert the Alignment guide bar through the trunnion and feed ramp and into the rear align 
ment Jig: (See illustration #4-figure 1 & 2 on page 1 1 for ports). See #4E figure 1 below: 




sen the guide bar into the rear alignment jig before damping. 

Installing the end of the bar into the jig before sliding the jig into the end of the receiver is easier 
when there is a tight fit. See #4E-figufe 2 & 3 below: 

1 . If the bar and jig don*t line up; file the side of the feed ramp slot in the receiver to permit some 
lateral movement. The bar sets the correct relative positions of the three pans during installation. 
Clamp the jig onto the rear of the receiver as shown in figure 2 & 3. 

1 . Lightly tighten the clamp and tap the jig down so that there is a tight fit all around. 



#4E figure 2 
(end view /rear) 





#4E figure 3 

(end view /inside/rear) 




ramp 




STEP #5: BOLT GUIDE BAR; Installation and welding 



The following are a list of the parts you will require. 



1 . Bolt guide bar spacer: 

2. Bolt guide bar; 

3. Back plate 

4. Three clamps 



3 





I 






Step #5A: Take your prepared receiver with Steps #1 thru #4 of this manual completed; see 
Illustration #5A-figufe 1 

#5A-figure I 




Step #5B: Insert the Bolt guide bar spacer into the leceiven see Illustration #5B~figuie 2 
1. Place tlie beveled edge against the side and bottom of the receiver. 

#5B- figure 2 




Step #5C: Place the guide bar on top of the spacer with the rounded edges fhdng out to the 

front of the receiver. Illustration #5C figure 3 : 

#5C'figurc 3 





Step #5D: Clamp the back plate onto the back of the receiver as if you were going to install it: 

(a) Make certain that the hack plate Is secured firmly against the back of the receiver. 
1 . Slide the spacer and the guide bar back against the back plate. See Illustration #5D- figure 4 

#5D- figure 4 




Step #5E: Place two clamps on the guide bar to secure it to the receiver: See Illustration #5E-figure5 



1 . 

2 . 

3. 

4. 




Press firmly down on the guide bar as you tighten the clamps: 

The clamps will have a tendency to slide either up or down as you tighten. It may take several 
attempts to get the bar properly positioned. 

Tighten the clamps just enough to hold the bar in position. 

Additional tightening shifts the bar out of position. 



#5E-figure 5 



Step #5F: Keiiiovc ihc hack plate beft^ie weldine; See Illustration #5F figure 6 & 7 



1. The guide bar spacer should slide freely, without any friction, in and out. 

2. The bar must not be too high. It must not bind in any way, (See #5G- figure 8 & 9 page 17): 




#5 F- figure 7 






Step #5G: Take your model A or B bolt and place it into the receiver, 
until it touches the first clamp: ( See figure 8 and figure 9 below:) 



figure 8 



figure 9 



Move the bolt toward the back 




1 . Sight down the rear of the receiver, in good lighting, to be certain that the bar hasn't shpp^ and that 
it aligns with the bolt guide bar slot. The bolt can only be moved back to the clamp, but you can see 
from the rear if there is approximately equal clearance on the top and bottom of the bolt guide bar. (Sec 
illustration #5G-fieure 10& 11 below:) 



figure II 




2. Look for equal clearance at both points indicated 
Bottom”). 



bar. 



3. When you are certain that the guide bar is properly aligned, you are ready to weld the bar into place. 
Weld the bar to the receiver through the three holes already provided in your receiver. Be careful to 
limit the heat as much as possible to prevent waiping the receiver 



IMPORT AN I NOTF 

This is one of the most difficult procedures to set up because of the low clearance between the bolt and 
the guide bar. It will set up easily if you do not over tighten the clamps. Tighten the minimum 
necessary to hold the bar in place while you weld Over tightening will also cause the top edge of the 
receiver above the bar to warp when welded. Tighten the minimum necessary to hold the bar firmly in 

place. 





Step #5H Welding the guide bar 

1. Guide bar just before welding: Sec Illustration #5H-1 

Illustration #5H-I 




2. Guide bar after welding: Illustration #5H-2 for outside and Illustration #5H3 for the inside: 



Illustration #5H’2 



Illustration #5H-3 




3. IMF( )K'I AN 1': Use a drenrunel cut-off wheel to grind any excess on the top and bottom of the 
guide bar before proceeding with the assembly. 




Step#51: Checking the guide bar after welding: 



Get your UZI model A or B bolt: See Illustration #51-1 below: 



Illustration #51-1 



See Illustrations #51-2 a #51-3 below: 




1 . Remove the clamps, 

2. Clamp the back plate back onto the receiver. (Vcr\ mipunani >icp) 

2. Insert your mode! A or B bolt. 

3. Slide the bolt back and forth to be sure it slides freely over the bar all the way to the back of the rear 
of the receiver. 

4. If there are any restrictions, this is the time to adjust them. 

5. There are variations in the G.l. Stamping. You may have to file the top and bottom of the inside rear 

of the receiver because of irregularities in the receivers. 

6. You must make any adjustments now if there are any restrictions. If you do not, it will be much more 

difficult later. 




Illustrations #51-3 



STEP#6j back PLATEj insUilUUwn and welding i 



You will need your receiver with steps #1 thru Step #3 completed, and the following Ust of parts: 



L Back plate: 
2 . Clamp 





Step Place the back plate on the rear of the receiver: 



1. Clamp the back plate securely in place: See illustration #6A-figure 1 



#6 A- figure 1 




2 Make sure that the back plate fits tight inside and outside; tighten the clamp and tap the back plate 
down until it fits tightly against the receiver, bottom and sides. See #6 A figure 2 & 3 below 




#6A figure 2 



Figure IS snown wiin tne bojt guide bar removed to provide a clear picture of how the back 
must fit. TIk- jiiiidf bar mnsi he inNialleJ before tlie back plale is uekleil init* place. 




Step #6 Welding the back plate continued 




See Step #6B: Completed welds Illustrations #6B-figures 1 & 2 



figure 2 



Step #6C. After completing the welding; insert your model A or B bolt to insure that it moves freely. 

1 . Make any adjustments necessary after each operation by using the boll as a guide for shaping your 
GI receiver; 

2. There are some minor variations in the stamping of the group industries receivers that can only be 
adjusted by hand filing as you assemble your carbine. 





STEP # 7: REAR SIGHT BASE ; Installation and Welding : 



This is the final part of your project that requires welding on your receiver. You will need four things 
listed below and illustrated in (Step #7A, figure 1,2,3 & 4): 



If .spot \v elding: gn to S'rKI*#7A now. 



If Tig welding go to STK P#7-G (page 24) before proceeding. 



STEP #7A: 

I Receiver with Step I thru 6 complete; 

2. Rear sight base 

3. Rear sight base height spacer. 

4. Five (5)2” X I 1/2” clamps 



Step#A figure-4 



Step#7A figure- 1 





STEP#7-B 



Step#7A figure-2 
Rear sight base 




Step#7A figure-3 
Height spacer 




I . Insert the height spacer (item #2) in the near of the receiver with the (T) on top. 

Illustration 2 




STEP #7-C 





1 . Put the rear sight base on top of the spacer with the & 




of the receiver. Be sure that 



the rear of the sight base maintains contact with the back plate during welding. (Refer to IlIu$traion-3) 



Illustration 3 





STEP#? Continued: 



STEP #7-D 

1 Clamp the rear sight base into place using one clamp in the center of the top of the rear sight base. 
If it fits tight ail the way around, then no additional clamps are needed. If additional clamps are 
needed go to STEP #7-E. If additional clamps are not needed proceed to STEP#7-F 



Illustration 4 




Step #7-E 



I . If the rear sight base has large spaces between it and the teceiver frame, you may be required to 
clamp the sight base into place at all four comers to close any gaps. Refer to illustration 5. 

If additional clamps are needed, von niu>i clamp all tmir cim tiers to prevent the sight base from 
tilting in any direction. Leave the clamp in the center while placing the clamps into the comers. Then 

Illustration 5 






1. REMOVE 




4 



2. Slide the spacer in and out being sure that it moves freely. Readjust the sight base by tapping it 
up or down until you get the spacer to move freely. There should be just very mild friction as the 
spacer slides in and out. 

3. Insert your model A or B bolt into the receiver to Insure that it slides freely. There will be more 
clearance on the top of the bolt than on top of the spacer. This is correct, 

4. You are now ready to weld the sight base into place. The method and preparation should have 
already been chosen, either Tig or spot weld. 



sicp#7-c; 



1. Step #7-G is only performed and required if you are TIG welding the rear sight base. 



(a.) Drill two 5/32 holes on each side of the sight base per illustration below. 

(b) The holes must be drilled before the sight base is inserted. 

(c) proceed to step #7-B page 1 7. 




Copyright IW'J. 0 & I) Sales, 4739 Ranch Kd. Sierra Vista. A/. 8.S63? — -Copyright 1999 




STEP #8: 



SLING SWIVEL INSTALLATION 



This next step should be performed after you have completed your Gl receiver and just prior to bluing 
or parkerizing your finished receiver. 



8A. Your US manufactured sling swivel does not require welding: Follow the instructions outlined 
below: You will need the parts and tools listed and illustrated below. 



1 . 

2 . 

3 

4 . 

5 . 

6 . 



Sling swivel (From D & D Parts Kit): 
Sling swivel retaining washer: 

Punch ( wide taper): 

Needle nose vise grips: 

Hammer : 

Receiver, finished and ready 
for blueing. 



I 





o 



3 





8B. Installing the sling swivel: 



1 . Insert the sling swivel (#1 above) into the sling swivel hole on the receiver. It must fit flush with the 
surface of the receiver as in figure B- 1 below. You may have to lightly file the hole sides to insert the 



sling swivel all the way. 



figure B- 1 




Step #8B continued from page 25 



2. Place the retaining washer (item #2 on page 25 #8 A) onto the other side of the sling swivel: See 
Illustration B2 below. 



3. Clamp the sling Swivel and the retaining washer together onto the receiver with the needle nose vise 
grips as in figure B- 1 & B-2 



figure B-2 



4. Take the punch (Step#8A item 3 page 25) and place the point on the junction of the retaining washer 
and sling swivel pivot post. See figure B-3 below 

5. Place the post on a solid surface, take the hammer (item #5 on page 20) and hit the punch firmly 
enough to bend the edge of the pivot post over the retaining washer. 

6. Rotate the sling swivel until you have peened the sling swivel pivot post over the washer in 4 or 5 
places. Hit the edges until you have secured the washer firmly on the post. You should have at least two 
retaining washers in the event that you are not successful the first time. 

7. Ii possible i^> uck) the center ot the sling s\vi\ c! rciaming p< *si You must use a .040 or smaller tig 
welding tip because the retaining washer melts ver y easily. 




Noi i: ro \ssi \!m.KR/\s i i.divK 



Clamping the washer to the receiver 
with the vice grips acts as a heat sink 
and helps to obtain a proper weld 
without melting the retainig washer. 






STEP 

#9 



EJECTOR INSTALLATION 

(The last step before finish* touch-up and blueing ) 



Step #9 A 
temper 



Required parts and tools; see list 1 thru 3: Do not weld or heal; The heat will remove the 



1. Hammer 

2 . Rivet 

3. Ejector 




1. Hammer 




Step #9B: 



3, Ejector 



2. Rivet 




Ejector Installation: 




1 . Press the ejector all the way back in the slot so that the rear of the ejector butts firmly against the 
front of the trigger housing lug. The ejector and receiver hole should align See figure #9B- 1 

2. The ejector hole must line up precisely with the hole in the receiver. The ejector hole is not always 
precisely placed in the receiver. The hole and slot must be adjusted if necessary to allow the ejector 
to precisely fit into the groove in the bolt. 

3. Insert the ejector in the slot (hold in place), then insert the bolt to see that the ejector is aligned 
precisely in the ejector slot in the bolt and that it moves freely 

4. If the bolt does not move freely, you must file the slot to adjust the position of the ejector until the 
bolt moves freely. If the ejector hole is not precisely centered on the hole in the receiver, you must 
file the receiver hole until the ejector hole shows even spacing on both sides of the hole. The hole 
does not have to be perfectly round, just the same spacing on opposite sides. The rivet expands into 
the hole and sets the position of the ejector 

figure #9B- 1 




Step#9C: Securing the ejector with the rivet: 

5. Place the rivet into the hole from the inside of the receiver: 

6. Place the head of the rivet securely on an elevated flat piece of steel that will fit inside the receiver 

7. Hit the other side of the rivet until it flattens and expands into the hole firmly securing the ejector to 
the receiver (Select a hammer size and a piece of back up steel appropriately sized for the job). 

8. If you have difficulty hitting the rivet, select a 1/2" or 3/4" steel rod 2 to 3 inches long. Place this on 
the rivet and hit it with the hammer to flatten the rivet. 

9. See Illustration #9C- 1 and #9C-2 on page 28 for finished installation. 



Stepp#9C continued 



Illustration #9C-1 (top view) 




Illustration #9C-2 (bottom view) 






Step# 10: Three views of a finished Group industries receiver: Illustration #10-1 (top), #10-2 

(bottom) & #10-3 (left side) . 



Illustration #10-1 (top) 




Illustration #10-2 (bottom) 
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Illustration #10-3 (left side) 
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These dimensions are measurements taken directly from UZI model A style carbines. The dimensions 
in black should be maintained as precisely as possible. Those in red may vary substantially because of 
variations in the original group industries receivers. All of these dimensions are included only as a 
re ference sample t o assist you in your assembly. The dimensions are referenced fro m the center of the 
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